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1: £ axis \

2: Spindle | | L
The emor waveform i \
...... . width {or vibration) is . |.|
too wide.

Z<POINT=

If the ermor waveform width is too wide, adjust
by raising speed loop gain  during
synmchronized tapping control of the spindle.
When wvibration occurs, it has reached to the
limit-

Do not adjust the speed loop gain of the senw
this time as it has an influence on the whaole
0 | 2 a 1 f & "\E:untrnl system.

Speed = 100 |rpe/div] : Ermor=50 |p/div] : Time= 546,11 |[ms/div
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1: £ axis \

2: Spindle | | L

The emor waveform i \
_width (orvibration)is ¢ 0 |.I I S [
too wide.

<POINT>

If the ermor waveform width is too wide, adjust
by raising speed loop gain  during
synchronized tapping control of the spindle.
When vibration occurs, it has reached to the
lirmiit

Do mot adjust the speed loop gain of the servo
this time as it has an influence on the whaole
0 1 B 3 4 G £ '\\Ecuntrnl system.

Speed = 100 [rpr/div] : Ermor=50 |pfdiv] : Time= 548, 1 [ms/div
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EZMOT |ON-NC E68

1: £ axis
2: Spindle

Spindle delays comparing with
servo during acceleration. —

o~ “POINT=> - -
| If either of spindle or servo delays, raise
| the feed forward gaim of the axis which

| delays or lower that of the axis which

| moves faster.

: However, the spindle gain has to be
 adjusted at first.
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Speed =100 [rpmidiv Emor=50 [pSdiv| : Time = 54§, |
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1: £ axis When starting from R

2: Spindle point, the emror amount can
be reduced even though it
is out of the cutting ramnge.

0

Speed =) [rpm/div]

EZMotion-NC E68

L~ <POINT=> _
This phenomenen is caused because larger |
fricticn occours in servo axis.

- When confirming the compensation
direction, set "—1" in either of the
-+ parameters.  That makes easier to judge
_as the one set to "-17 is compensated.

the direction at the bottom of
the tapped hale due to friction.
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